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Adhesive bandages cdmprising a central pad area and
adjacent adhesive areas are well-known in the art and
popular as first aid wound dressings. Current bandages
15 generally comprise an elongated strip of cloth or plastic
backing material coated on one surface with a pressure
sensitive adhesive. A gauze or sponge pad is secured to
- the adhesive surface in a central location- to serve as the
wound cover. The wound facing surface of the pad may be
20 plastic-coated or otherwise treated to prevent the pad _
from adhering to the wound. Plastic-cocated release strips
are placed over the adhesive areas  and the entire assembly
is placed in a sealed package and sterilized to be ready
‘for use. ' '
25 : _
An alternate form of adhesivs bandage, generally referred
to as an island bandage, comprises a generally square,
_round or oval adhesive coated backing material with a
- centrally located pad forming an island surrounded by the
30 adhesive surface. The adhesive surface is similarly '
covered by release paper before the bandage is packaged
and sterilized.

The adhesive bandages of the prior art are characterized
35 by their construction of two basic components ~ the
adhesive coated backing material and the wound covering



pad materi al

. Wil e such bandages are effective and desirabl.e products,

nponent materials used in their canstructi on and assenbly of those
onent materials during production results in increased manufacturing”

5 inventory costs. It is accoerdingly an object of the present

1 ntion to provide an inproved adhesive bandage. It is a further object

'of this'invention to provide a.low cost adhesive 10
use-of inexpensive materials and |ow ¢est manufacturing techniques.
further object of the present invention is to provide |ow cost wound
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A yet further object of the present invention is to
provide low cost wound dressings of the strip and island-
type adhésive'bandages. These and other objects of the
present invention will be apparent from the ensuing
description and claims of the invention.

SUMMARY

Adhesive bandages comprising an elongated strip 6f materi-
al having a centrally located pad area and adjacent adhe-
sive portions extending from each side of the pad area are
prepared from a single length 6f bandage material by over-
lapping the center portion of the material in a 2Z-fold to
provide a pad area comprising a triple thickness of the
bandage material. The single thickness portions of the

" bandage material extending from each end of the folded pad

portion are permanently compacted to provide a surface
suitable for coating with adhesive. The folded portion of

the pad is permanently secured to the adhesive portions to

prevent unfolding. The bandage is preferably constructed
of a heat-bondable, absorbent, nonwoven batt material to
provide loft and absorbency in the pad area, with the
single thickness portions heat calendared to provide a
dense, sheet-like material to accept the adhesive coating.

Le hsRD SOF DigiaGep el 1viee mBdd rdaga, amht olshe 35
at  cal Qﬁang%to provi de a dense, sheet-like
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f3- - The bandages are conveniently prepared froma conti nuous web having a
wi dth equal to the overall length of the -desired bandage plus tw ce the pad
l,ength to allow fer the Z-fold construction. The continuous web is fed

through a 5 folding station which places the Z-fold down the cept@&r\of
the web.” The fol ded web next passes through a hot-roll cal endari t|on
mhere the edges of the folded area and the single thickness of

extending fromeach side of the folded area are conpacted and hea et to
skeel e t he 10 fold and forma dense, nonwoven sheet-like structure
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obtai n an adhesive age ls_read e packa and sterilized.
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conposite web, Eﬂe % E*ﬁék?é% area ki %géxﬁbar sea%%h g#gggégacted
along a narrOM/b&he ﬁgldednaaeaeatedeﬁﬂ?ixtqﬁuhnﬁwasatHSEKnt@ segulrar the

manner, islagd deg3di BAG SOPR'A SédWsé, PAchwdwdh SHdALIGKE BerdRraghesi ve
area may be prepared hy conPacthg %he fol ded portion of the web 1 n defined

spaces across t h8*hPBEhNgs £ AR L3 applied to these 35
transverse areas as well as the |ongitudinal edges of the

The web is next passed through an adhesive application
station where a pressure-sensitive adhesive, éreferably of

15 a hot-melt-tvpe, is coated onto the compacted web surfaces
on either side of the folded area. Plastic-coated release

t. . : paper xs applied over the adhes1ve and the conposxte

structure fed to a cutting statlon where strips are cut or
stanped transverse to the machine direction of the web to

20 obtain an adhesive bandage which is ready to be packaged
and sterilized.

' Additional processing steps are optionally included before
cutting such as coating or glazing'the wound contacting
25 surface of the folded area to impart nonsticking proper-
"ties. Also, as the bandages are cut from the composite
" web, the edges of the folded area may be heat-sealed or
_:compacted along a narrow band to form a well-defined pad
 area. '
30 , _
In a similar manner, island dressings comprising a pad
area surrounded by an adhesive area may be prepared by
compacting the folded portion of the web in defined spaces
across the width of the web. Adhesive is applied to these
35 transverse areas as well as the longitudinal edges of the



-4- web, and the bandages are cut fromthe web with a central pad area
.surrounded by the adhesive coated naterlal The Z-fold construction of the
pad pqortion further permits 5 woynd treating agents such as antibacteri‘al &
or..;-~thet|c agents to be- |ncorporated within the folds of the pad if

iLr\d The web material is preferably a nonwoven fabric conposed 10 . of
Mt fibers such as cekkulfose or-gayon and heat- fusible fibers such’
as pol yethyl'ene or pol ypropylene, in relative proportions such that the¥3g~’
cf-the finished bandage is_saft an bsorb il e the t_b nd
conpact ed aréﬁg’aF@ 53$8n§a5§89§Fa%F§ e g gééCgP' dfnﬁiwﬁvégggigfi
FIGURE | is $eﬂeﬂmeacsmeppeséﬂﬂabYohhenagbesp%et¢®a¢%ﬁ naggpbaks used to
produce the adhesive bandages of the 20 pr esent |nvent|on FI GURE 2 |s a
cross-sectional” view.in perspective of the folded we h |ine 2-
FI GURE 1. 25ThEFﬂG@REd3°P§5§reF6§9"seétFBﬂaPaéuaﬂFFﬁPm ?FV%FEW1E%e
fol ded web ahictind ateatlingnagehtsughchi ae 3n815§c€é£1§§56r anésBiedi¢cs a

cross-sectional in_p Lye qf 0 e
application ik é'élﬁe\& ge %?’@%&%R’%?ﬁg XEEE:.? H'%U%EP% i@e&ﬁ @gé {f
Cross- sectlomasnneauj n per$pective of the web of FIGURE 4 after
application of adhesive release 35 papers, through line 5-5 of FI GURE 1.

. The web material is preferably a nonwoven fabric conposed
10 of absorbent fibers such as cellulose or rayon and heat-
~ fusible fibers such as polyethylene or po;ypropyiene, in

relative prépo:tions suéh that the pad cf -the finished
bandage is soft and absorbent while the heat bonded and
compacted areas are strong and stable.

15 o o |
DESCRIPTION OF DRAWINGS

FIGURE 1 is sghema;ic_representation in perspective of a
process used to produce the adhesive béqdages of the
20 present invention.

FIGURE 2 is a cross-sectional view in perspective of the
folded web through line 2-2 of FIGURE 1l.

25 FIGURE 3 is a cross-sectional view in berspective of the
£oided.web after compaction, through line 3-3 of
'FIGURE 1.

“FIGURE 4 is a cross-sectional view in perspective of the
30 conpacted web after application of adhesive, through line
. 4-4 of FIGURE 1.

FIGURE 5 is a cross-sectional view in perspective of the
web of FIGURE 4 after application of adhesive release
'35 papers, through line 5-5 of FIGURE 1.



-5- FIGURE 6 is a cross-sectional view in perspective of the web of FI GURE
5 after cutting into strips, through line 6- 6 of FIGURE 1. 5 FIGURE 74
a.tep plan view fromthe pad side of a strip adhesive bandage produce
the met hod of the present invention with the adhesive release strips
renmoved, FIGURE 8 is a top plan view of a square island adhesive 10 L
bandage. FIGURE 9 is a top plan view of a circular island adhesi ve bantage.
15 BRI GURE 10 is a top plan view of a but®erfly adhesive bandage. DETAITED
DESCRI PTION OF THE I NVENTI ON 20 |, The strip adhesive bandages of the
present inventi OFIGERENG dsumi croed-seatsionsl i viewdr in fpdyspedtaitrel rafnthe
single, continuous,|erg ban ' | |.s. nref & hul ky,
heat - f usi bl e, --abé'%F bgl’@]t %Qﬁgirﬁos/legfggf)p?%?“%]e%&ngba%%ﬁs' fg{)rrao?'l(%‘t Zlcf‘q‘t)éyigl
formng a Z-fol d629f FAGWREt RAe center of the fabric, securing the Z-fold by
heat sealing the edges thereof, and heat fusing the edge wi dths of the
fabric extendi ng fronltgé fol ded po;tion_to ﬁroviékasur.ace cagpabl e of
accepting anadh&ICUBE A d& 255BPyPHEN t KW (FEMR \he, R (ﬁ/iéfq r?}otanétnp

adhesi ve surf aceadhiesiiva0bandaeapeodaped sbyt tive widthcd cof thepeserdy in
strips the widthg egl Lgd, pan sJhe I ] of the
bandage conpri se%g’g’e%‘??b’ﬂe% %ﬁcﬁﬁgsga?fs% ge rsg(f;%%%gs%:xﬂ:@;;%éﬂnog{é eér)‘[ al .
Since it is 35 generally desirable for the bandage pad to be absorbent as
wel | as providi ngrgukesbi e8i ageepf E!E&n View Sof P osduwdte fi¥1 e ddHdd Ble
bandage-natﬁﬁlal to _al so possess these proper- ties. |In addition, since
the z-fold 9 ni RG"EARI®pad area : ' :

FIGURE 9 is a top plan view of a éircular'island adhesive
bandage. '

15 FIGURE 10 is a‘top.plan view of a b&tterf;y'adhesivg
bandage. '

DETAILED DESCRIPTIOM OF THE INVENTION

20 The strip adhesive bandages of the present invention
~ having a unitized construction are fabricated from a
single, conginuous length of bandage material which is
preferably a bulky, heat-fusiblé, absorbent, nonwoven
fabric. The bandage is fabricated by forming a zZ-fold
25 down the center of the fabric, securing the 2-fold by heat"
' seéling the edges therébf, and“heat fusing.the edge widths
of the fab:ic extending from the folded portion to provide
. surfaces capable of accepting an adhesive. After applying
the adhesive and covgring the adhesive surfaces with
30 release papérs, the web is cut transversely'in strips the
| width of the desired bandage. o
The central pad portion'OE_thé.bandage cbmprises a triple
thickness of the'stérﬁing bandage material. Since it is
35 .- generally desirable for the bandage pad to be absorbent as



nmust . be secured in sone manner, the bandage material is 5 preferably a
heat - f usi bl e conposition which permts the Z- fold to be continuously and
‘permanent |y heat seal ed al ong the edges. A bandage material -neeting all the,
abogephegqui rements is a 10 nonwoven fabric conprising a mxture of
celll\u¥p$e or ot her absorbent fibers and pol yethyl ene or other heat - f usi bl e

f 1 e The heat-fusible fibers are iwgerspersed through- out the web and
are preferably present- in an anmount of at |east 10% by wei ght. The fabr'”
preferably ha fLic h 0 t V.

pad has.a thi %E%gsfggo Bbz%?na . &ﬁgﬂféﬁlﬁ% ?Réaiféba{éc]a{s i?’F‘pl\cfton‘{'/\'a"/g'lvtgnéo\ef%:/e
useful in thetbFaéPFééabfb?ﬁéa%?egéh?r}ﬁkeﬁﬁ|QﬁFQURPS§ﬁﬁﬁ1ﬁbﬁ%ﬁu?ﬁﬂHEWTH

use in other %aabl.cat:hoaaaxseen,fQincexamol s-,féicﬁ £ iy St pad, o 128;
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produced by a process I nc produci ng a b conpr|3|ng gggo ent
fibers and st %PPe®A8@R8th pol yester/. pol yet hyl ene conjugate fibers;
subj ecting the web to a tenperature sufficient to fuse the | ower nelting

t 30 f fi b ] t t he hi gh mel ti
component whi P SRaRREa AFREPEAE testifuerti te A A SoiE IS 1 A
cooling @Re \/\anwoveosﬁabdu:ycohprism miXWQm@Mukﬂse rm:owt}exgage
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conj ugate 35 bers touc eac ad] acent
-7- A part|cuﬁ&PPﬁspreFBFrBGaﬁbﬁHB%EnefﬁbP?Es|§F%i¥Qﬁﬁ¢§R%¥sed through-

out the web and are preferably present in an amount of at
least 10% by weight. The fabric preferably has sufficient
15 thickness or bulk so that the triple-layered pad has a
thickness of at least 2 rm in the final bandage. ﬂonwoven
webs useful in the practice of the present invention ate~
- known “in the art for use in other applications. See, for.
example, U.S. Patents Nos. 2,774,128; 3,067,747;
20 4,083,913: 4,160,159; and 4,307,721.

A particulerly preferred bandage material is a low den-
sity, highly absorbent, thermal bonded nonwoven fabric _
comprising absorbent fibers and staple length polyester-
25 polyethylene conjugate fibers. These'nonwoven fabrics are
produced by a process which includes producing a web
comprising ebsotbent fibers and staple length'polyester/
polyethylene conjugate fibers- subjecting the web to a
’ temperature sufficient to fuse the lower meltzng conmponent
30 of the conjugate fibers w1thout fusing the higher melting
component while maintaining the web under little or no
compressxonz .and coollng the web to resolidify the lower
melting component of the conjugage fibers, thereby forming
'a nonwoven fabric bonded at sites where the conjugate
35 fibers touch each other and adjacent absorbent fibers.



conprising a core of a mxture of short-length natural cellulose fiber
staple | ength pol yester/pol yethyl ene.-conjugate fibers, and a |ight wej
veneér of heat- 5 - fusible fibers on each_surface of the core. The
conposite web is passed through a through-air heater to fuse the |ower
mel ting z:orrponent of the conkggate fibers while maintaining. the fi brob
integrity of thes® PREEFSUIERLY(BretREFRd BerYeven hEakuiq atesaolamppate

heat 4fusi bl e fi beesmpiibsifig- atberévvﬁfoaltﬁixv&f@eéﬁ shd\?’timm ehatbral
efefges from the d e urf aces

conponent of the %%%ilgiagg f Eﬁ%%% a{:& std ﬁ% S @ﬁ?tﬁfr?‘\é\ﬁ'?ggﬁiﬁng
bonds form where GﬂEE@QBE@féébsrﬁeu%hﬂe«achlghheweagm: otéweet i bfriseats The

th | - bond
the present ?ﬁveﬂf?ﬁﬁ“ﬁﬁ8§§§§§§:°§§?%$‘?“ge?";%%%y?%‘n‘%h%éﬁbw 2 S gpfShice
C

wherein at |east S®Ppi$ °§‘€?Ff%c%h‘€)?“shrea4ﬁdi% Itﬁlﬁw% r-beZO
pol yet hyl ene.  Mokower chel t £Ag aconpdnerd/ éﬂrﬂmélb@ﬁ;?u%ﬁﬁé" fﬂ?eﬁé" wRibyl ene

as the sheath an c usual | y_have
a denier within ?ﬁeﬁ%ﬁﬂﬁi 9%ou 1!&1:'?%5 9“?695 ﬁ%x# 1heEsy ?éﬁg?ﬂ
within the.range 5\#8¢er sofyen othe 68unfades 16£ chhé m&t#ﬂsiMB fibédrs in

| nches) . 25 TS or el ehe b@ﬁﬁe@nvéﬁéléfls' : ﬁgcgh%ers ort I en ?%nna%éﬁrgpe

fabrics include raéé)n st a e flbers cotton
cel l ul ose fibers BeR%e

t hereof . 30 Heat - éompdiﬂlentldwrohelsednjﬁ\gﬂ@ fﬁﬂ@@é Oi é.h.e El?é‘%f?ef:ﬁ?iéﬁe,
are preferably St?zg*fdlf Qn& Al atg 1ib l_ﬁé % desired
types of heat-fusibre It érs Su g%WpV i’rﬁ)n%‘)"'f'r ageporuchnepeh
used in the 35 aotherrand Ththerxnfibersn al so cont ain other fibers, such as
rayon, cottopg or polyester -staple fitbers.
The thermal-bonded, nonwover fabrics particula'rly useful.
in the practice of the present invention employ polyester/
polyethylene conjugate fibers where:m at least
. - 50 percent of the surface of the individual f:.bers is
T 20° polyethylene. Most preferred are sheath/core fibers with
' the polyethylene as the ‘sheath and the polyester as the,
core. The fibers will usually have a denier within the

Bsa ﬁoef%sa%ds'ebi@w |ofit the lower melting -

: rangeofaboutltos, (011 toOG?"’ex) andalengthwithintherarge-

. of from 1,27 to"i_'_s_g__og_jzg_ls cm (1/2 inch to 3 or 4 1nches)

25
Absorbent fibers employed in such thermal-bonded, nonwoven
~ fabrics include rayon staple fibers, cotton fibers, short
: length nitural cellulose fibers such as wood pulp fibers
and cotton linters, and mixtures thereof.
30 i _

Heat-fusible fibers used in the veneer of the nonwoven
fabric are preferably staple length conjugate fzbers.
However, if desired, other types of heat-fusible fibers
such as polypropylene homofil fibers can be used in the

35 ° veneer. - The veneer can also contain other fxbers, such as
rayon, cotton, or polyester staple fibers.
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"The above bonded nonwoven fabrics normal I y have basis weights from17.to
204 g'[err](1/2 to 6 ounces per square yard). The bulk density of t he
is usually below 0.15 gram per cubic centineter, preferably below 5 ;

0.09 g¢am per cubic centineter, e.g., igom 0.02 to-0.09 gram per
cubig entinmeter, and rmre preferably, from 0.025 to 0.06 gram
pe Wc CeNnfyld rrg%sn r The fabri ferabl h ve bsorbe t capaci ty,

as sured by a aV| sor§g§€§ %‘F"ﬁ%ﬁsgis}'fe% S 600 Yoo

percent and pt’r@rremmoyzqa gl least(ldalﬁ:o @mecﬁpeem siard) of any . Mo
nonabsor bent #a/BEus ualesty gt tB8°RbraLe J00RRARP LGS DI € Tibers. THE
ad es

process of prepari ng esive stri p roma .15 cont,inuoys roll
of bonded, ndhwloy FFFHRET Peiraee %Fé?termpmﬂerasalmehqlew under st ood by

ref erences t o ) 03RS, @fowhw cemnFéﬁRE v e:f&nter porgien €6 -
" nonwoven fabgic fr ‘{;p 10 is la ed i-nto, a foId by | ows lla and IIb

and .passes through rHF Y REF 4 G cengingteyys ang m tPEpterabie. _
fabric | eavi-rrame nip ,r@l625S vkeh Z- fol@i% guini pex (eubsid heehengébep! the

fabric is il% % se between
-hot cal endari ng re%f‘dlél% ﬁ. t\?/\%‘Vere;\?% g’g‘%‘;‘%’r cf’%?% $_f ol ded
portion are REAFUKLHRY thé@ﬂ@%mmmmmmmww ¢§batcleasend| ng

from thad ol derh prddent aim orepetasiy r&\?&é&é@é&umx iged&nt 2 dkefu-dense,
sheet -l i-ke matger.i aI Rol |. ‘}ﬁdbﬁ%% o%s a br |ng center section to avoid

conpact i ng t HEY%% Pl HP° r}ayer l'br%sa H&Re%h oF the
resul ting coric tped-qemddulits itsle | fitsdrsat ed 30 in FI GURE 3. The conpact ed
material next passes through the adhesive application_ stati.on where a

. pressure-sensitive, skin- conpatible adhesive is appli ed fromreservoirs 16
and 17 The process of preparing adhesive strip bandages from a

A5 continuous roll of bonded, nonwoven fabric bandage materi-
al will befbetter understood by reference to FIGURES 1
through 8. In FIGURE 1, the center port;on of nonwoven
fabric from roll 10 is lapped ‘into a z-fold by-plows lla

_ and 11b and passes through nip rolls 12 and 13. The cross.

20 section of ;he fabr;c,leav1ng the nip rolls with 2Z-£fold 25

: ruhning'down the'length of the fabric is'illustrated in
. FIGUBE_Z..ZThe folded fabric next passes between hot
- calendaring rélis'l4 and 15 where the edges 26 and 27 of
' the 2-folded portion are secured and the side widths 28

25 -~ and 29 of fabric extendihg from the folded portion are.
.compacted under pressure to form a thxn,_dense, sheet—11ke
material. Roll 14 1ncludes a bridging’ center section to
avoid conpacting the folded area of the fabric. The cross
section of the resultzng compacted product is illustrated

30 'in FIGURE 3.

The conpacted mater:.al next passes through the adhesive

appl:.cat:.on statlon where a pressure-sensitive, skin-

compatlble adhesive is appl:.ed from reservoirs 16 and 17
35 to the conpacted side port:.ons of the mater:.al, the



35 to the conpacted side portions of the material, the  -9- adhesive
coating being designated as 30 and 31. FIGURE 4 is a viewin cross sec
of the adhesive-coated material. The adhesive nmay be any
pressure-sensitive, nedical grade adhesive suitable for use _in adhesi
bandages?{ Yand is preferably a hypoal |l ergenic hot nelt adhesive. Enulsion
adhesi ves may al so be used provided.the adygesive appllcatlon station

i ncl yges means for drying the adhesive after application. As the

_adhe3|ve coat ed Qﬁ#grl e o] he oces th X
coating and the centr (é]%%ttdggr gg&g eaggvé?%ﬁg%ya? ?soea?}adepgrf ?@R&é 33
fed fromrolls 185aﬁdV19Wré§p§§9$§eF9CtIﬁe 9élEhseaﬁnga%e1nuﬁﬂadably over -

lap al ong the Cel&ia‘ﬂer@.falt hemebaaueswéema?l Qeda Cgredsure p%elqcégiﬁ gxn 2 f at e

vView in cross secti.Qn after ap

rel ease papers. THE 58ﬁp8§?§8 ﬁgﬁﬁﬁﬁa? ﬁgkgaBagsﬁgFt?ﬁanﬂ1§9 hafivieng
station wheré cut@mﬂsgzs.anﬂdZZscpteféeabhyealnyp¢iﬂlbé§hnxdrﬁvtym&ﬂaﬁ
strips 23 to obtgj str [ e ried
on conveyor bel t%ﬂe{sggae a?@é‘i.ggs‘ﬁ %8{19 %%ota%h;(fmf%ﬁz’geéff?ﬁvﬁg
strips are packaf®® iadh §§&P8daEB@éFéEb@“pﬁFéFIQ@ ineludes means for dnyting
strips 23 are furhecadhekiver acedri appLosatseniion 25 in FIGURE 6. An

i ndi vidual strip bandage produced according to the present invention is
illustrated in FIGURE 7 with the adhesive rel ease papers renoved. 1In the

i | | ustratedlifandAs3¢he adbesjve-ceatedsmateniadl oconttﬁmésmgmambmalheedges

34 ang 2?”2?29pi’?éﬁ?SS*gbijgégggﬁéngef‘-‘5 I pi 9 b, IR g
side of the pad REEL PN release papers 32 and 33 fed from rolls 18
and 19 respectzvely. The release papers preferably over-
lap along the center of the web over the folded area.
15 FIGURE 5 is a view in cross section of the conposite

material after application of the release'papers.

The composite material next passes through a cutiing
station where cutters 21 and 22 cut- the material into -

20 transverse strips 23 to obtain the strip adhesiﬁe
bandages. The cut strips are carried on conveyor belt 24
to a packaging station (not shown) where individual strips
are packaged in sealed envélopes prior‘to sterilization.
The cut strips 23 are further illustrated in cross section

25 in FIGURE 6.

An individual.strip bandage produced according to the

present invention is illustrated in FIGURE 7 with the

adhesive release papers removed. In the illustrated band-

30 age, pad 25 is set in from the longitudinal edges of the
bandage by areas 34 and 35 to  form a well-defined pad
portion. Areas 34 and 35_aré produced by compacting and
heat fusing the areas'oh either side of the pad when the - -
bandage strips are cut from the composxte material as

35 heretofore described.



bandage strips are cut fromthe conposite material as 35 her et of ore
. ribed. -10- Additional bandage configurations other than the strlp
cgggage whi ch nmay be prepared utilizing the inventive concepts of t he
' ent invention include the square island bandage of FIGURE-.8, ' and the

cirtular island band- 5
prepared froma continuous |ength of nonwoven

in a zZ-fold
t hi ckness.

‘bandage pad.,
t hrough an

40 and 41 a
and 9 by tr

mat eri al

e T S Lt e

4

age of FI GJpg-9. In each case, the bandage is
fabric whi ch has been Iapped

centr ar r r \CP
AR R 1o Halelae” BRALLOuPREILAS BeRE Bhal bl sl |
fused to fomandagensdichomays éePIPPR§eﬁaPéFlazln9A@M?ti@ﬁ%ﬁtyvetha f ol ded
area itself do%d%@acts fdfs%eomsbm ameen\e/ﬂbﬁhih@m@é tRe fogaapart of the

RgnEase P PuAER” Bot R ERe oSt TERERE nfsk & oA ¥ ot f on

I n FI GURES &gaubf IEGURE 9LheIoregchabasdgeShefbahéa€9fm$dpaeparad|cated at

Hda Q%?Jtlpgr?%% %%P gt HSnzo&QJm de 25£1é Wﬁf@éeﬂaé‘};ﬁ and

43. The adhesive s pre

e bandages o

ES 8

daad g el @eP"ﬁﬁ' &Het fensualspyea cEQePrayide| aaBad papers
may be applh&dtrﬁﬁﬂebaﬁ@&ge&hah&nbhereahheéroblaeﬂednaiﬂg1fhamCEWGOSIte
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a dense, sheet- 30 like material.. The tri

15

20 -

cent
the bandage pad. This is convenigntl chompfzshe

passing the folded web through an eqbossing'roll imprinted
with the desired bandage configuration. In FIGURES 8 and
9, the original edges of the Z-fold are indicated at 40
and 41 and the heat fused areas of the z-fold are
indicated at 42 and 43. ' |

The adhesive is prgferabhy.applied”to'the bandageé'of
FIGURES 8 and 9 by transfer coating after which the

"adhesive covering release papers may be applied. The

25

bandages are thereafter obtained from the composite
paterial by die cutting according to the desired bandage
configuration. '

| Another variation of a bandage made in accordance with the

30

35

present invention is the butterfly bandage of FIGURE 10.
in this bandage, the entire web including the central
folded@ portion 'is heat calendared to form a dense, sheet-
Iike material. The triple-ply center section has
increased strength as desirable for this type of bandage.
In FIGURE 10, the original edges of the centtai 2-fold are
indicated 45 and 46. A suitable adhesive is applied to
the entire bandage except for the center portion

indicated generally as 47. The butterfly bandage';s die
cut from a continuous length of material after the

25

paagegdeto form
gtlon has .



adhesive i's applied to the entire bandage except for the center portion \Q
i ndicated generally as 47. The butterf{ly bandage is die cut froma
continueus |ength of material after the adhesi ve and covering rel ease
papers have been applied as descriped above. -O her bandage configurations
qndigpnstructions utilizing 5 ~“The invemtlde concepts of the present
iRvention will be apparent to those skilled in the art, the principle fea-
ture of the presgphekR¥8Nbh&NcEPEPInG NPeifidd GBI YalvieOhe@h @ppadRasiaye
bandage or pad-utlllzLBg on%z one conponent or raw material, préferably a
~continuous web cBRBFFLPRY 3BO¥Eat-f usibl e fibers. Bandage flexibility and
bi as charac- teristics can be nodified by altering fiber type and
orientation. The a rj : t o f o\l RRQLA- 15
ting fiber finisﬁggggogggggggbggéggﬁg§gc éﬁ%ﬂ&ﬁgiéﬁﬁgﬁgqgilgési%@%ﬁg%%gging
medi canent s Suchthe Bavepkivei geacepts a0f i BhotpresentTHaventisne willt e pad
i ntended for pl aggpa#ent egathéset! HriyDeddinBphdaisatehd prihciplet Feaw se
surface nodified_to_pr v#ﬁe wound ;elease characteri tlé%*?q mn%pouk._ '
significantly afF@EFiﬁg 18 BEFRSDE LPYSPHEOR PeANG e hptal copstruckipm
1. . An adhesi veoBandagéhesayerbandageion padigitiliziog onhlyaciegsompoaensl
and having a cenppakay,PadeBPihl ONpflferably a continuous web comprising
' 10 heat-fusible fibers. Bandage flexibility and bias charac-
. teristics can be modified by altering fiber type and
 orientation.

fncreased'strength as desirable for this type of bandage. In FI GURE 10, the~
original edges of the central Z-fold are indicated 45 and 46. A suitabl e

The bandage material can be further modified by incorpora-
15 ting fiber finishes to vary absorbency characteristics or
' by incorporating medicaments such as bacteriocides and
£ ‘antibiotics. The surface of the pad intended for place-
ment against the wound may be heat glazed or otherwise
surface modified to provide wound release characteristics
20 without significantly affecting the bulk or absorbency of
the pad.



Qut-ward-extending—adhesi ve-coated portions, said pad portion

j sing a fol-ded, triple thickness of said bandage material, said
| ve- (i onprising. said bandage material conpacted into-a |

t hIN/ shelmmﬂmq“"rm{“jut said pad portion being secured to said 10

adhesi ve- coatted Lpo#t i ®ns* al ong t he common border thereof whereby said pad

portion is restrained from unfol di ng. aA2- A bandage of Caim1 wherein-said

pad portion is forned by a Z-fold in said bandage material. 15 3. A band@ge _

of Claim1 wherecpasa®d bandage material conprises a heat-fusible, nonwoYEw/

~fabric. 4. A bandage of C aim 3 wherein said nonwoven fabric 20 conprises

a m xture of absorbent fibers with at |east 10% heat-fusible fibers. 5. A

bandage of C 4 m #nvadhes ive Handrgs -JQns WIuctedh @fs aasd ngl gplpd ecen§ith

pol yester corghp@hyet natEPLashend aibing (@ ddiiaial. fgaeiportion dnandage of

Cl ai m 3 wper ej n'.salg_nogm‘¥en fabél c_fonprises a Cﬁ_l‘.e of a_mxture of

absor bent 2f i bRPEYARY~ FEEE Y 12T b1 rb%"f’yve%tcecf'alstﬁa PRRIORTe S3UPACe fibers,

and 30 an optetiomneempoisimng ha f EuwkiedS  tadipl ec ahd ckavgsisi ifngaddnonwoven

web of heat - fysi / 1 SN J ‘Syrfd . : ge

of daimé6 mgég?%\&%g%ygﬁisﬁbgﬁy‘fi%s ar%%#%%@?%g%f r‘%”nﬁ"?ﬁ%{i@ oup

consi sti ng of saégohandage JRatepiRl ePRPaqRE ointq @ &hdn .o Fhegtrlikes

t her eof . - $8rudturé, baafingsadfpdieidh bediry aidvudd L fsaga of said pad

conpr|3|?ﬁ a égﬁeer of.sagg-heat-fu3|tﬂi?f|q§{s S Qﬁ?&xﬂjeﬁg ﬂg% b&part

nonst i cki-fg, AALYRTEARESY  PRRTIFRY 31PNG, TS £P7 €

wherebv said pad portion is restrained from unfolding.

2. A'bandage of Claim 1 wherein said pad portion is

formed by a 2-fold in said bandage material.

15
3. A bandage of Claim 1 wherein said bandage material
comprises a heat-fusible, nonwoven fabric.

4. A bandage of Claim 3 wherein said nonwoven fabric

20 comprises a mixture of absorbent fibers with at least 10%

heat-fusible fibers.

5. A bandage of Claim 4 wherein said heat-fusible fibers
‘are staple length polyester core/polyethylene sheath
25 conjugate fibers. '

6. A bandage of Claim 3 wherein said nonwoven fabric
comprises a core of a mixture of absorbent fibers and
-- heat-fusible pplyeéter/polyethylene conjugate fibers; and
30 an outer veneer on both faces of said core comprising a
nonwoven web of heat-fusible polyester/polyethylene
conjugate fibers.

7. A bandage of Claim 6 wherein said absorbent fibers are
35 selected from the .grbu'p consisting of rayon, cotton, wood
pulp, cotton linters, and mixtures thereof.




9 A bandage of Claim®6 wherein said adhe5| ve coat ed portions are heat
fused 'into said sheet-like structure. g e of Claim1l where '
m e

said central pad portion 10 S surr-ounded by S 'H"l l!lﬂﬂum'mnons
gat

forman island-bandage. 11. An adhesive bandage
sttip of bandage material havi ng @ centrgly_pad portlon and 15

adhesi ve-coated end portions extending therefrom said pad portion

con@rl sing a folded, triple th| ckness of said bandage naterial, and said
adhesi ve- coat e pord i ARt Shidm 55|“ﬂ!§|‘-’€1t“h|tBEné§§f6Fesaf-dstﬁd8§€

- materi al corrpaCé@:dptmmgat d higheexhert dailde h&h&uﬁhﬂﬁblesﬂkﬁeﬁﬁd1€0heaﬁ0rt i on

bei ng secured to, sa | coat ortio the co rder
t her eof vvhereby Js%ﬁ%éj gfg B'f? e ‘c‘z&qﬁ‘ &Y o?ﬁeh %deﬁape %0
bandage of Oalﬂ@m@-reln sald pad portion is 25 _ formed by a z- foId in
said bandagge material. 13. A bandage of Clain 11 wherein said.bandage

mat eri al conpri e_s-a eat - f us nonwoven fabri g. 14. A bandage of
e 15 wheroiSe oot PamaRR A (it & ohetedsy saih ehpsise-ghetegon:
fibers with at pemetsions)larediedt Sused fmrttsbr saif@Ssheétbadlagstehcthaen 14
wherein said heat-fusible 35 fibets are staple |length polyester

core/ pol yethyl ene sheath conjugate fibers. -14- 16. A bandage of Claim
13 wherei n sai dthonb\R3ndags iof QGiin deyheredne sgidaceankratlerad RESSABAENt

fibers and1¢1eat;§ Uﬂﬁ&ﬂ&d’%} add 180| aaHdRivRN poreibngaies FobAr an 38Jaal

out er veneer éh faces of said core conprising a 5 nonwoven web of
heat - f usi bl e p Ty pol yet hyl ene conj ugat e fibers.

11. An adhesive bandage comprising an elongated strip of
bandage material having a central pad portion and

15 adhesive~-coated end portions extending therefron, said pad
portion comprising a folded, triple thickness of said
bandage material, and said adhesive-coated portions
comprising a single thickness of said bandage material
compacted into a thin, sheet-like structure, said pad

20 portion being secured to said adhesive~coated end portions
along the comnon border thereof whereby said pad portion
is restrained fron unfolding.

C 12. A bandage of Claim 11 wherein said pad portion is
25 formed by a 2-fold in said bandage material.

13. A bandage of Claim 1l wherein said bandage nmaterial
conprises a heat~-fusible, nonwoven fabric. |

30 14. A bandage of Claim 13 wherein said nonwoven fabric
- comprises a mixture of absorbent fibers with at least 10%
heat-fusible fibers.

15.. A bandage of Claim 14 wherein said heat-fusible

35 fibets are staple length polyester core/polyethylene
sheath conjugate fibers.

- e———— s wammmme it sl e ¢ G ey eememne 0T, . - . - e g~



17 A bandage of O aim16 wherein said absorbent fibers are selected from
n’%roup consi sting of rayon, cotton, 10 wood pul p, cotton linters, and

res bandage of _CI aim 16 wherein the surface of said ° 3
corer !w ‘1 ‘ f said heat-fusible fibers is heat glazed to
| npart n rel ease propertles to 15 said pad. 19. A bandage

of Claim1l6 V\/nerel n sai d adhesi ve- coat ec} portions are heat fused into said
sheet-like structure. 20 20. A nethod for the continuous production ofi g

plurality of alfiesikcbandrEgoti¢iain (Yomhergingisaidepgniogenpiabade o

mat eri al Corrpréémsﬂzéée StlePse W ast)nﬁ@cruﬁeﬂl&uelbxsolr&aatnq;.baescaaar al
portion of the rial n.a oforggha cenr

area of tripl eh??ﬂ" cﬁ‘?\%’s}%l%x?‘g%sf‘l &/ﬁ}%ﬁ'ﬁ?“]‘@ﬁ‘& ﬁo&puga LT and
materi al, w t harsj ogter t vemdersIn sbo:ifh fadesoE @aidndiorg compaidingerefrom

30 ) VS I,gi?g: eﬂ&&#ﬁa eSai d side
portions t% restral‘?\&?hﬁé‘%e‘?\?r area from unfy%s %Qt’i’@’ll)"@ 2]3%@“ ng said
si ngl e t hi ckneS@nipgRtoFibyrs. to 35 - a thin, sheet-like structure;
-15- d) applying an adhesive coating to the surface of .said conpact ed side

el case paper: Fan 4 Beddeds XF Sl IR e A eReeeehtoniberens
transversely tare heelemgetﬂ ufiroral thié reum reansdstding: ©ff aayoinndicoitdoeal,
adhesi ve p ”daG&édgﬁpor'Séé%kéhji&nters, & Bleuded RilerledE and

adhesi ve-coat ed en tions extending therefrom

{

18. A bandage of Claim 16 wherein the surface of said pad

conprising a veneer of said heat-fusible fibers is heat

glazed to impart nonstlckmg, wound release properties to
15 said pad. '

19. A bandage of Claim 16 wherein said adhesive-coated
portians are heat fused into said sheet-like structure.

20 . 20. A method for the continuous production of a pluraliey
. of adhesive bandage strips from a single length of bandage
material comprising the steps of:

a) continuously lapping the central portion of the
25 bandage material in a 2-fold to form a central area
| of triple thickness extending down the length of said
bandage material, with single thickness side portions
extending outward therefrom;

30 - b) se‘curing the folded edges of said central area to
' said side port:.ons to restrain the central area from
unfold:.ng, -

"¢) compacting said single thickness side portions to
3s : a thin, sheet-like structure;




- ————

1. A nethod of Claim 20 wherein said bandage material conprises a

heat - fusi bl e, nonwoven fabric.. 15 22. A nethiﬂ"ﬂ""ﬂu rein

pomwoven fabric conprises a mi xture of absorb mmm | ea A)
heat-fusible fibers. 20 23. A nethod of O ai'm 21-wheteisn sai d non '
fabric eonprises a core of a mixture of absorbent fibers and heat - fu5|ble
pol.yest er/ pol yet hyl ene conj ugate fibers~18md an outer veneer on both faces
of said core conprising a nonwoven web of heat-fusible

pol Yester/ pol yethyl eqe Zdppl oy taaﬁtaahfelsb%s codbingAt8ethedsef £5Eai 6F 23
‘wherein said absorbent |b°erscekﬁ% eldecgmd .rom the group consisting of
rayon, cottaon, mood TR e ﬁ& f#f xt ur es t hereof. 30 25. A
met hod of Cl aim23 wherein the surface of said pad conprising a veneer of
said heat-fusible fl?ﬁrsca&em@t s@ﬁz%hte%lwnessteanﬂ?sk PeidRENgith
rel ease properties to said pad alm 23 wherein
said fol de edges ofr%%ﬁ%FQxﬁﬂﬂﬁﬂ #A%5 are.secured to said side portions
and sai d side portions are conpacted by conpressi ng sai d bandage nateri al

broduct on_of o prurt i geyin, MR Hahoabe. RsRuiRhotRrohat eBacRRHLBHOL

of . bandage materi altmqyrersseigr ttee ﬁtaeriansﬂtumnal direg¥ionotheneofisko

| appi ng the central A idha %Hm%en%ta%hgbs' Boft ﬁ;&%& Bo forma
central area of triple thlckness exten I ng. down t ? Said | .
10 central pad portion an adhesxve-coa end portions

- extending therefron.

21. A nethod of Claim 20 wherein said bandage material
comprises a heat-fusible.'nonwoven fabric.

15

| 22. A method of Claim 21 wherein said nonwoven fabric
conprises a nmixture of absorbent fibers with at least 10%
heat-fusible fibers.

20 23. A method of Claim 21 -wherein said nonwoven fabric
.comprises a core of a mixture of absorbent fibers and _
heat-fusible polyester/polygthylene conjugate fibers, and
an outer veneer on both faces of said core comprising a
nonwoven web of heat-fusible polyester/polyethylene

25 conjugate fibers. o

24. A méthod of Claim 23 wherein said absorbent fibers
are selected from the éroup consisting of rayon, cotton,
~wood pulp, -cotton linters, and mixtures thereof.
30 ' ' ' '

25. A method of Claim 23 wherein the surface of said pad
comprising a veneer of said heat-fusible fibers is heat
glazed to impart nonstxckxng, wound release properties to
said pad. -



bandage material, with single thickness side portlons ext endi ng outward

therefronr‘iﬁ-bT—passrng—sald | apped bandage material through an enboss1ng
A-40n to conpact the material in a pattern defining spaced thick pad ©

and sheet-1ike areas; 20 c) applying an_adhesive
tcmmlﬁm,lmmmmmsal d conpact eg sheet-l | ke areas; d) covering said
ve-coat&d arefils With release 25 ~*8°  paper; and e) cutting said
bandage material through said adhesive-coated areas transversely to. the;jt :
| ongi t udi nal d@érect’ cethied off CleinoAh whereidustidofolded edgemstf/e o

bandages CO”préaS‘a.'d“Q:efht‘%%'lt ra%apaéepget:waasuereamiegxé‘u dﬁ@:@ﬁ&@élaﬁa coat ed
conpact ed portion, A nethod of O aim 27 sal e.materi al

conprises a h&ard u’s"ld(ﬂ @rﬁdﬁﬂﬁvé‘l‘fef ggp\pecteghbgjcor?gresg\x%t ¥ of daim
28 wher ei n saibhndagsowaiterdali whddepheatedatai about DO BLERODENt fi bers
with at | qast 109% heat-fusible fibers. 5 30: A nethod of O aim 28 wherein
sai d nonwdven fabric conprises a core of a m xture of. absorbent fibers and
heat - f usi bl e Polyed MeLhOd, fory Ithee copsingaus produetiondofinacplevaliter

on both faces g 1Sﬂad\dcw&e%qw bshaagesneewvsnsmalefléﬁeinfaﬁl bl e
polyester/polé§§G¥%§£e 10 at e thod of C aim 30
wherei n said QP§1§éP8cF§8 PFSHFtﬂ group consi sting of

rayon, cotton, wood pulp, cotton linters, and m xtures. thereof.
: 10 a) coptinuously-lapping.éhe central portion of the
' bandage material in a 2-fold to form a central area
of triple thickness extending-ddwn the length of said
bandage material, with single thickness side portions
extending outward therefron;

15
b) passing said lapped bandage material through an
enbossing station to.compact the material in a
paftern defining spacea thick pad areas and
'surround1ng thin, sheet—lzke areas;

20 .
c) applying an adhesive coating to the surface of
said compacted sheet-like areas;

d) covering said adhesive~coated areas with release
25 paper; and :

e) cutting said bandage material through said
adhesive-coated areas éransversely to the
iongitudinal direction thereof to form individual
30 adhesive bandages comprising a central pad portion
surrounded by an adhesive-cocated compacted portion.

28. A method of Claim 27 wherein said bandage material
comprises a heat-fusible, nonwoven fabric.



5 32. ,A.nethod of daim30 wherein the surface of said pad conprising a
veneer  of said heat-fusible fibers is heat glazed to inpartuﬂonsticking,

wouhd rel‘ease properties to said pad.. 20 33. A nethod of lm,mml;"m'
H] *

sai d bandage naterial is enbossed by conpacting while heat
100[ err4=150[err]. 34. An adhesi ve bandage substantially as herein-
before described with reference to Figurggal to 7, 25 Figure 8, Figure 9
or /Figure 10 of the accompanying draw ngs:. 35. A nmethod for the

hucti on of an adhesi ve . bandage substantially as herei nbefore_describe
with reference t49 i gumeshpd 97 Cleig 28 yherphpyr g2 3d nonyoysn faREHE 10
t he acconpanyiru;dhﬁhﬂsdkia mixture of absorbent fibers with at least 10%

heat-fusible fibers.

5 30. A method of Claim 28 wherein said nonwoven fabric
comprises a core of a mixture of absorbent fibers and
heat-fusible polyester/polyethylene conjugate fibers, and

~ an outer veneer on both faces of said core comprising a
nonwoven web of heat-fusible polyester/polyethylene
10 conjugate fibers.
'31. A method of Clainm 30 wherein said absorbent fibers
. are selected from the group consisting of rayon, cotton,
wood pulp, cotton linters, and mixtures thereof.

15 .
32. A method of Claim 30 wherein the surface of said pad
L : comprising a veneer of said heat~fusible fibers is heat
- glazed to impart nonsticking, wound release properties to
said pad. |
20 |

33.  A method of Claim 30 wherein said bandage material is
embossed by compacting while heated to about 100°-150°C.

34, An adhesive bandage subsféntially as herein-
before described with reference to Figures 1 to 7,
25 Figure 8, Figure 9, or Figure 10 of the accompanying
' drawings. ' '
35. A method for i.the production of an adhesive
-~ bandage substantially as hereinbefore described
with reference to Figures 1 to 7,'Figure 8, Figure

30 _ 9, or Figure 10 of the accompanying drawings.
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